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MULTIPLE TASK HOT FOIL PRESSING 



The invention relates to a fully automatic, multiple sheet fed, hot foiling machine, 
with hydraulic press stations arranged in series for single pass, multiple task foiling, 
die cutting and embossing. 

Background 

Multiple hydraulic press stations have not previously been constructed, as a single 
machine unit, for multiple task linear foiling, die cutting and embossing, and with 
applications that can be produced in a single pass with sheet based products. 

Essential Features 

The design of the single pass, multiple task, hydraulic press machine, specifies a 
variable hydraulic pressure and a two-stage velocity / distance profile for the approach 
and pressing, at each hydraulic press station. 
The number of press stations is optional. 

The multiple hydraulic pressing cycles are synchronised with the product feed and 
traverse and the output of the product. 

Each hydraulic press station is arranged as a single task part of a complete multiple 
task process. 

The control logic for every machine fimction includes product position sensing and . 
press position by transducers, and is essentially a dedicated pre-programmed 
electronic controller and a control console for setting the parameters. 

The drawings are described as follows : - 

1 . A preferred general arrangement plan of a typical multiple press station machine 
is described with reference to drawing Figure 1 . 

2. A preferred front elevation of a typical multiple press station machine is described 
" with reference to drawing Figure 2. 

3. A preferred end elevation of a typical multiple press station alone is described 
with reference to drawing Figure 3. 

4. A preferred plan of the machine product transfer is described with reference to 
drawing Figure 4. 
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1. A preferred general arrangement plan of a typical multiple press station m achine 
is briefly described with reference to drawing Figure 1 . - 

The overall machine arrangement is an interconnected assembly of a product sheet 
feeder, item 01, a number of press stations, items 02, (with three stations shown) a 
product handling system, item 03 and a product discharge conveyor, item 04. 
The hydraulic power pack, item 05, the electrical.control cabinet, item 06 and the 
control console, item 07, represent those assemblies normally aixanged with the 
machine. 

The process pass is from item 0 1 to item 04 and the multiple task is the sum of 
pressings carried out at each press station, item 02. 

2. A preferred front elevation of a typical multiple press station machin e is briefly 
described with reference to drawing Figure 2. 

A single press station, item 02, has a more detailed description with reference to 
drawing figure 3 

The handling system, item 03, has a more detailed description with reference to 
drawing figure 4 

The pre-cut product is manually stacked onto the feeder unit lift plate, item 08. In 
automatic mode the vertical stack is raised to the feed off position by means of lifting 
screw jacks, item 09, under servo motor and height sensor control. From this stack 
feed off position a horizontal array of vacuum pads, items 10, lift and arc the top 
single product sheet to the datum pick up point of the traverse handling unit 

The product sheets are automatically moved to and from the press stations, items 02, 
by the handling system, item 03, to be discharged onto the conveyor, item 04. 

3. A preferred end elevation of a typical multiple press station alone is briefly 
described with reference to drawing Figure 3. 

The servo motor driven, foil storage and feed unit, item 1 1, is mounted above the 
stationary upper press platen, item 12. 

The foil strip is driven through the work area of the guided press platen, item 13. The 
guided press platen, item 13, is raised and lowered by the hydraulic cylinder, item 14 
and the cylinder piston rod connects to the guided press platen, item 13, The 
hydrajilic cylinder is mounted within the station base, item 15. 
The foil press tooling dies are assembled at the setting tables, item 16 and relocated 
on the underside of the upper press platen, item 12. 

The press stations have die alignment re-registering, item 17, which is the lateral and 
longitudinal (X and Y) re-alignment of the whole press station relative to the press 
centre. 




: - • 1 ' r ' 4. " A prepared plain of thft machin e product transfer is briefly described with 
reference to drawing Figure 4. 

As the feeder unit vacuum pads, items 1 8, release the product sheet, then transverse 
gripper, item 23, takes control of traversing and then releasing the product sheet at the 
first position. This is in order to allow the edges of this sheet product to be datum'd in 
the X and Y direction, as viewed in plan (Figure 4). The traverse gripper, item 19, 
takes control thereafter and positions the sheet product at the first position press 
station by traversing left to right The first station gripper, item 19, returns to the 
product sheet datum pick up point to repeat the handling action at timed pressing 
intervals. After the first station pressing the second press station is product fed from 
the first by the second station traverse gripper set, item 20. 
This grip, traverse and release handling system is repeated at subsequent press 
stations. The first product sheet is thereby traversed to and from every press station in 
turn . 



All press operations are performed simultaneously until such time as the product 
reaches the last station and all the required processes have been performed to each 
sheet product The grippers are moved by means of linear actuators, items21, under 
servo motor control and product sheet position control. The finished product sheet is 
finally delivered onto the output conveyor by the output gripper set, item 22. , 



CLAIMS 



What is claimed is : - 

The automatic production of valiant image hot foiled sheets using a multiple 
arrangement of press stations within one machine unit and providing the process 
means whereby bulk sheet product is automatically handled between the press stations 
is referred to as single pass-multiple task foiling. 

The automatic machine process referred to as single pass-multiple task foiling in 
claim 1, is individually tasked at each press station providing the process means to 
add a variant image at every press station 

The press station function referred to as individually tasked in claim 2 is produced by 
a self contained hydraulic press where the stroke control provides a two stage, 
approach and press, velocity / distance profile. 



MULTIPLE TASK HOT FOIL PRESSING - 



Drawing Figure 1 to accompany the abstract 

A fully automatic, multiple press, hot foil pressing, die cutting and embossing 
machine is provided for pressing variant images onto multiple single product sheets in 
one pass. 

The machine provides : - 

A feeder unit, where a stack of pre-cut product sheets is automatically raised and 
aligned for transfer. 

Multiple hydraulic press stations, having a double acting hydraulic cylinder under 
servo yalve and stroke control The moving platen automatically follows a pre-set 
velocity / distance profile. The press stations provide both base mounted, position 
registering for manual die alignment and outboard tables for assembling die dies. 
Multiple horizontal single sheet handling assemblies, to automatically transfer in turn, 
multiple sheets as an array to all presses simultaneously. 
Multiple units for foil storage with auto feed unwind and waste rewind 
A finished product sheet output conveyor 

A hydraulic reservoir and pump set, an electrical control panel, an operator control 
console and all interconnecting cables and pipe work. 
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